Vibro-abrasive processing is the basic method for the mass finishing of parts and components in various industries. Continuous progress in the development of processing media and machine design solutions means that every research effort into vibro-abrasive processing broadens the scope of knowledge in the selection of media, parameters, and applications in various industry fields. In this paper, an attempt is made to parametrize the vibratory grinding process, which is one of the three stages of high gloss finishing. Samples of the 6082 aluminium alloy intended for use in loaded machine parts and forged car wheel rims were subject to a research analysis. The samples were processed in a rotary vibrator equipped with a sample fixing system, using resin media and auxiliary com-pounds. On the basis of the analysis, the processing capacities were determined for the selected conditions and abrasive media. The influence of time and applied processing media on the change in samples' roughness was determined. The effects of processing were examined with the use of laser devices measuring surface roughness in the areas of 3D and 2D analysis. The analysis of the test results showed that the use of S12TZ type resin media in a 12-hour finishing process of the 6082 aluminium alloy allowed for a 75.5% reduction in surface roughness, which corresponds to approximately 6.3% per hour of processing.
Introduction
Technological development and progress in the automation of processing methods is the basis for highly efficient production processes. The bulk production of parts and components in the automotive, construction, energy, house-hold appliance, and related industries necessitates the use of finishing techniques for parts on a mass scale. The solutions to the problem of ensuring high quality surfaces in the manufacturing process are different. The studies on advanced tools [1, 2] , increasing processing parameters [3] [4] [5] as well as automation of processes should be mentioned in this context. One of the highly efficient methods of finishing is vibro-abrasive processing [6] . Vibro-abrasive processes provide a wide range of possibilities for finishing edges and surfaces of produced elements [7] . Processing with the use of loose abrasive material has found its application beginning from simple deburring processes to advanced solvent polishing or strengthening of the workpiece surface [8] . The vibro-abrasive technique can be used to process various materials, from plastics through non-ferrous metal alloys, to steel parts. Nowadays, a complicated shape of the workpiece and its size determine only the selection of the appropriate equipment and abrasive media. Continuous progress in the improvement of various types of abrasive media and auxiliary chemical compounds is the reason for continuous optimization of the process and its parametrization [9] [10] [11] . The samples were cut out using the water-jet technique from previously shot-blasted pieces. The purpose of shot blasting was to give a uniform initial surface roughness for the Ra index above 6.3 µm, and for Rz above 25 µm. The assumed range of initial roughness corresponds to the most frequently obtained surfaces of parts produced through casting, plastic processing, or coarse machining. The geometrical characteristics of the samples and the applied designation system are presented in Figure 1 . 
Research Equipment and Methodology
Tests were performed using a rotary vibrator with 8 dm 3 nominal capacity, fitted with a sample fixing system and a flushing system of the work bowl. The test rotary vibrator was equipped with a classic 1450 rpm vibratory drive generating 4-6 mm amplitude vibrations. The device together with the mounted sample fixing system and filled with abrasive media is presented in Figure 2a . The abrasive media used for processing were resinoid-bonded abrasives with the S12TZ medium processing intensity, intended for preliminary processing, grinding and deburring of workpieces before their lapping and polishing. The process was carried out with the use of the RO-ALU-1 auxiliary compound in a concentration of 3%, at a rinsing rate of 5 dm 3 /h. Appropriately marked samples were removed one by one from the work bowl every 2 h. Each of them was cleaned in an ultrasonic washer, dried, and weighed both before and after processing. The processed samples were subjected to surface roughness tests. The roughness of the reference sample after shot blasting was adopted as the reference surface condition. 
Tests were performed using a rotary vibrator with 8 dm 3 nominal capacity, fitted with a sample fixing system and a flushing system of the work bowl. The test rotary vibrator was equipped with a classic 1450 rpm vibratory drive generating 4-6 mm amplitude vibrations. The device together with the mounted sample fixing system and filled with abrasive media is presented in Figure 2a . The abrasive media used for processing were resinoid-bonded abrasives with the S12TZ medium processing intensity, intended for preliminary processing, grinding and deburring of workpieces before their lapping and polishing. The process was carried out with the use of the RO-ALU-1 auxiliary compound in a concentration of 3%, at a rinsing rate of 5 dm 3 /h. Appropriately marked samples were removed one by one from the work bowl every 2 h. Each of them was cleaned in an ultrasonic washer, dried, and weighed both before and after processing. The processed samples were subjected to surface roughness tests. The roughness of the reference sample after shot blasting was adopted as the reference surface condition. Surface roughness measurement was performed using the FRT-Micro Prof100 profilometer with a CWL600 head, with the capacity to measure 2D and 3D surfaces in the area of 10 × 2.5mm. The roughness was measured in the central part of the sample which had direct contact with the media during processing. A precision balance of A&D Company, model HM-300, was used to measure the mass of the samples. The measuring scales and its precision (0.0001 g) are presented in Figure 2b .
Research Results
In order to illustrate the effect of vibro-abrasive processing on the surface roughness of the 6082 alloy specimens, a comparative analysis was performed in relation to the reference (primary) sample after shot blasting. The reference sample was not subjected to vibratory processing. Photographs of the samples after vibro-abrasive processing, weight and roughness measurement results, and 3D and 2D surface analysis results are juxtaposed in Tables 2-8. The compiled results cover the range of 12 h of vibro-abrasive processing under the assumed operating conditions. 
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Sample weight before vibratory processing:
26.0356 g Sample weight after vibratory processing: -Difference in weight before and after processing: - 
Analysis and Discussion of Research Results
The main parameters, on the basis of which the effect of the applied vibratory processing on the quality of the obtained surfaces can be illustrated are, first of all, the roughness parameters, Ra, Rz, and weight loss of the workpiece. The arithmetic mean deviation of the rough-ness profile Ra and the maximum height of the roughness profile Rz (according to ISO 4287) are the most common values in industrial practice. These parameters have permanently entered the technical documentation as well as a wide range of surface quality templates, which are used by designers, process engineers and operators directly performing the required process on the workpiece. Analyzing the test results for selected abrasive media, a reduction in surface roughness from 6.5 µm to 1.6 µm for the Ra index, and from 33.6 µm to 8.2 µm for the Rz index can be observed. Taking into consideration the 12-hour processing time, it can be assumed that the hourly reduction in surface roughness for Ra is about 0.46 µm and for Rz, about 2.40 µm. The weight loss of the sample (work-piece) is additional information and is used mainly by process engineering to select a suitable processing material. The weight loss is a value that characterizes the processing intensity over time. In the case under consideration, the average hourly weight loss of the samples can be estimated at 0.024 g. Taking into account the results of tests performed on samples made of the 6082 aluminium alloy, a numerical and graphical juxtaposition of the analyzed surface roughness parameters is presented in Table 9 and in Figure 3 . 
The main parameters, on the basis of which the effect of the applied vibratory processing on the quality of the obtained surfaces can be illustrated are, first of all, the roughness parameters, Ra, Rz, and weight loss of the workpiece. The arithmetic mean deviation of the rough-ness profile Ra and the maximum height of the roughness profile Rz (according to ISO 4287) are the most common values in industrial practice. These parameters have permanently entered the technical documentation as well as a wide range of surface quality templates, which are used by designers, process engineers and operators directly performing the required process on the workpiece. Analyzing the test results for selected abrasive media, a reduction in surface roughness from 6.5 µm to 1.6 µm for the Ra index, and from 33.6 µm to 8.2 µm for the Rz index can be observed. Taking into consideration the 12-hour processing time, it can be assumed that the hourly reduction in surface roughness for Ra is about 0.46 µm and for Rz, about 2.40 µm. The weight loss of the sample (work-piece) is additional information and is used mainly by process engineering to select a suitable processing material. The weight loss is a value that characterizes the processing intensity over time. In the case under consideration, the average hourly weight loss of the samples can be estimated at 0.024 g. Taking into account the results of tests performed on samples made of the 6082 aluminium alloy, a numerical and graphical juxtaposition of the analyzed surface roughness parameters is presented in Table 9 and in Figure 3 . One of the factors influencing the change of qualitative and quantitative parameters of samples during vibratory processing is the selection of abrasive media with appropriate shape and appropriate abrasive parameters (aggressiveness). The selection of abrasive media also has a great influence on the processing time. When selecting appropriate processing parameters, preliminary (exploratory) tests are often conducted in order to make a preliminary assessment of the influence of the selected parameters of vibratory processing on the obtained quality parameters of the material processed. Since the expected quality of vibro-abrasive processing is influenced by a number of variables, preliminary tests are often carried out multiple times [19, 20] .
Within the framework of the authors' own research, an analysis was made to assess the possibility of replacing the applied media with solutions representing other-higher or lowerabrasive parameters (aggressiveness) and their influence on the quality parameters of samples made of the 6082 aluminium alloy. There are additional lines plotted in Figure 3 which present the possible influence of other types of abrasive media on the processing time and the possible surface roughness which can be obtained through vibratory processing. The use of samples with lower abrasive parameters increases the experiment time, but it offers the possibility to obtain surfaces with higher quality parameters. Higher aggressive parameters of abrasive media reduce processing time but may result in the failure to achieve the required Ra and Rz parameters during vibratory processing, despite the permissible mass loss of the workpiece. As results from the study, the experiments conducted on S12TZ media are characterized by a medium level of abrasiveness. Figures 4 and 5 present examples of the geometrical shape of the tested surface before and after vibro-abrasive processing. Further, 2D isometric maps and numerical photographs of sample surfaces are presented. When observing the surface topography and the assigned colour scale before and after vibro-abrasive processing, one can see more than a five-fold reduction in roughness. The threshold local roughness peaks were considerably reduced from more than 250 µm to about 50 µm. One of the factors influencing the change of qualitative and quantitative parameters of samples during vibratory processing is the selection of abrasive media with appropriate shape and appropriate abrasive parameters (aggressiveness). The selection of abrasive media also has a great influence on the processing time. When selecting appropriate processing parameters, preliminary (exploratory) tests are often conducted in order to make a preliminary assessment of the influence of the selected parameters of vibratory processing on the obtained quality parameters of the material processed. Since the expected quality of vibro-abrasive processing is influenced by a number of variables, preliminary tests are often carried out multiple times [19, 20] .
Within the framework of the authors' own research, an analysis was made to assess the possibility of replacing the applied media with solutions representing other-higher or lower-abrasive parameters (aggressiveness) and their influence on the quality parameters of samples made of the 6082 aluminium alloy. There are additional lines plotted in Figure 3 which present the possible influence of other types of abrasive media on the processing time and the possible surface roughness which can be obtained through vibratory processing. The use of samples with lower abrasive parameters increases the experiment time, but it offers the possibility to obtain surfaces with higher quality parameters. Higher aggressive parameters of abrasive media reduce processing time but may result in the failure to achieve the required Ra and Rz parameters during vibratory processing, despite the permissible mass loss of the workpiece. As results from the study, the experiments conducted on S12TZ media are characterized by a medium level of abrasiveness. In order to further evaluate the surface quality of the analyzed 6082 aluminium alloy samples, enlarged photographs of the surfaces after successive processing phases are presented in Figure 6 . The surface changes observed in this case may be an additional comparative parameter in the quality assessment of the processed surfaces. Such a comparison can also be used as a template of surface roughness of aluminium alloy 6082 for the subsequent processing times where the analyzed S12TZ abrasive media are used. Table 10 presents the results of measurement of sample weights before and after vibro-abrasive processing and sample weight loss as a function of processing time. Additionally, Figures 7 and 8 present the results in a graphic form together with their linear averaging. The results of the research show that reducing, during a 12-hour experiment, the roughness of the 6082 aluminium alloy samples from approx. 250 µm to approx. 50 µm (Figures 4 and 5 ) caused a maximum reduction in the mass of the samples below 1%. Such an insignificant reduction in mass indicates the correct choice of S12TZ abrasive media and vibro-abrasive processing parameters (Section 3), since the contact interaction of the media resulted in the removal of roughness peaks in the samples without affecting the other surfaces in a too aggressive manner. The results of the research show that reducing, during a 12-hour experiment, the roughness of the 6082 aluminium alloy samples from approx. 250 µm to approx. 50 µm (Figures 4 and 5 ) caused a maximum reduction in the mass of the samples below 1%. Such an insignificant reduction in mass indicates the correct choice of S12TZ abrasive media and vibro-abrasive processing parameters (Section 3), since the contact interaction of the media resulted in the removal of roughness peaks in the samples without affecting the other surfaces in a too aggressive manner.
Conclusions
Based on the tests performed, the effect was determined of the time of vibro-abrasive processing with the use of selected abrasive media and compounds on changes in surface roughness and weight loss of the samples. The tested material belongs to the group of aluminium alloys which is very often used in the production of forged aluminium wheel rims. Due to the developing technology of vibratory high gloss finishing of these vehicle components, the first stage of vibratory grinding is the longest and requires a proper selection of abrasive media. The correct parametrization of the process and correct selection of processing materials have a direct influence on the processing time and quality of the obtained surface roughness indices. It should be remembered that the vibratory grinding process is the first phase and its outcome affects the time of the subsequent phases, i.e., smoothing and solvent polishing. Proper selection of processing media in the most time-consuming stages of processing, always has an impact on the overall cost of the entire process. The study has shown that the use of S12TZ type resin media for vibro-abrasive processing of samples made of the 6082 aluminium alloy enables reducing the rough-ness by 75.5% in a 12-hour work cycle. This value allows us to assume an hourly improvement in surface quality of 6.3%. It should be mentioned that the significant development of processing media and media supporting vibratory processing offers greater and greater possibilities. This creates a huge space for analyses and the search for optimal processing parameters for selected machine parts. 
